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by gas burners but oil heating can be provided if required. The dies are
carried on platens which are free to slide along four guide bars. The left-
hand platen, adjacent to the melting pot, carries the sprue half of the die and
its motion is restricted by collars on the guide bars to about half an inch.
The right-hand platen is moved to and fro by a piston which operates
through a double toggle linkage as indicated at b. The piston is actuated
by compressed air and the air pressure is adjustable. The speed of
actuation is regulated by an oil dash-pot (seen on the extreme right)
which is fitted with valves controlled by the vertical operating lever seen
near the right-hand end of the machine. This platen movement can be
halted at any moment, during either opening or closing, by means of
adjustable stops, for the purpose of setting or withdrawing cores or
placing inserts. After such a halt the motion can be restarted by pulling
the control lever forwards and moving it to left or right. The last part
of the platen movement is used to operate the ejector pins of the die as
may be seen from Fig. 56 b. Adjustment for different thicknesses of dies
is obtained by nuts which regulate the position of the operating cylinder
unit (which is carried on machined ways on the bed) along the guide
bars. The injection plunger is operated by compressed air acting in the
vertical cylinder seen above the melting pot and this air pressure is
independently adjustable. The injection is controlled by the horizontal
lever, which is mechanically interlocked with the vertical lever controlling
the platen movement, so that injection cannot occur until the dies are
properly closed. During the first % in. of the opening movement of the
dies the left-hand platen is dragged along by the right-hand one and this
breaks the sprue. The motion of the left-hand platen is then checked
and the dies open.

Advantages of Pressure Die-Castings. Pressure castings can be
made to closer dimensional tolerances than are feasible with gravity
casting, the minimum tolerances varying from 0*001 in. on small zinc
base alloy castings up to four or five times that amount in copper-base
alloys. Aluminium base alloys require roughly twice the tolerances
practicable with zinc base alloys. The surface finish of pressure castings
is better than that of gravity castings and pressure cast metal has usually
better mechanical properties than gravity cast metal. The actual time
taken per casting is also generally much less than with the gravity process.
Thus frequently a pressure die-casting will prove the cheapest method of
production even though sometimes the cost of the castings, as they come
from the dies, may be higher than the cost qf other types of casting,
because of the reduction in machining and finishing costs. Generally
speaking the thinner the section of a pressure die casting (provided that
complete filling of the cavity is assured) the sounder the metal will be,
because of the more rapid cooling. It is better to use thin walls with
stiffening ribs than to use thicker walls without ribs ; the rib spaces also
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